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NOW... 


Dodge Gooseneck Resleeving Service 


Now available to die casters everywhere is 
Dodge’s ‘‘near-as-your-phone”’ service for re- 
sleeving any type or make of gooseneck 
quickly . . . efficiently . . . economically. 


If you are tired of long delays, inadequate 
materials and poor workmanship, we invite 
you to investigate the advantages of this 
newest Dodge service. . . now. 


Sleeves are normally furnished in Nitralloy® 
135 mod., nitrided to Rockwell 62-64 ‘‘C” 





a 





Phone: Dévonshire 2-2200 


ALLOY 


IMPORTANT 





and honed (or other material if specified). All 
sleeve I.D.’s are nominal—we machine to 
your requirements. For peak performance, 
all sleeves are inserted with a .004-.006” 
shrink fit. 

To help speed delivery, Dodge stocks a 
wide range of “standard” goosenecks and 
sleeves. 

Why not look into this unique resleeving 
service today? Call us without obligation for 
price and complete details, or write. 


DODGE STEEL COMPANY 


Dodge Products Division 
6501 State Road, Philadelphia 35, Pa. 





DIE CASTING ENGINEER 





ALUMINUM MELTING 
AND DIE CASTING INTEGRATED.... 





We wish to announce 


our new location and 


expanded modern 





AJAXOMATIC 


Facilities. 


With the touch of a button the operator (Floor space 30,000 Sq. ft.) 
releases the complete automatic cycle: die 
closing, Ajaxomatic pour, shot, cooling, 


die opening, ejection. Simultaneously, the DESIGNERS and BUILDERS 


Duplex Ajaxomatic melts batches of scrap 


and pig. Weight, time and temperature of DIE CAST DIES 


each automatic pour are closely controlled. 


RESULTS . . . Higher production rate DIE CAST TRIM DIES 


Uniform casting quality 
No moiten metal handling 
No operator fatigue 


PRODUCTION .. . Up to 500 pounds per hour VAN 


CASTING SIZE... % pound to 20 pounds cslableshed ae Yoare 


(Special units available for higher ratings) 


MAY WE STUDY YOUR REQUIREMENTS? Oxhe rImnNe TT? taf 


® Registered U. S. Patent Office 
TOOL & DIE CO., Inc. 
20550 HOOVER RD., DETROIT 5, MICH. 


fn 1] ENGINEERING CORPORATION 
TRENTON 7, NEW JERSEY DRexel 1-9000 
atl 
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manufacturers of die casting machines has finalized a group of 


[me SDCE NATIONAL STANDARDS COMMITTEE working with the 
Platen Plan Standards. Additional standards to be published in the 


next issue are being completed now. It is hoped these standards will serve 
industry and government in making the interchangeability of dies on various 


die casting machines easier. 


The Society of Die Casting Engineers 


DIE CASTING MACHINE STANDARDS 


PLATEN PLAN STANDARDS 


A. KNOCKOUT PIN LOCATION 


1. SCOPE 

Chis standard is intended to specify size and location of 
knockout pin holes in the moving platen of die casting 
machines having a clamping capacity of from 50 to 2,000 
tons, inclusive. 


2. SPECIFICATION 

Knockout pin holes shall be of a size and location in ac 
cordance with SDCE drawing entitled: “Drawing No. 1— 
SDCE Die Casting Machine Knockout Hole Pattern,” within 
the limitations imposed by platen size and machine struc- 
ture. This pattern may be established along the horizontal 
and/or vertical centerline of the platen. 
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B. PLATEN BOLTING OR T-SLOT 
PATTERN 


1. SCOPE 

This standard is intended to specify the size and location 
of tapped holes or T-slots in the stationary and moving 
platens of die casting machines having a clamping capacity 
of from 50 to 2,000 tons, inclusive. 


2. SPECIFICATION 

a. Drawing entitled: “Drawing No. 2—SDCE Die Casting 
Machine Bolting or T-Slot Pattern,” shows the recom- 
mended standard centerline pattern which shall be used for 
the location of either tapped holes or T-slots in machines 
having a clamping capacity of from 50 to 600 tons, inclusive. 


am 

fan DRAWING NO. I—SDCE Die Casting 
+ Machine Knockout Pattern 

—s VOTE: Knockout pin holes shall be 

3 within the limitations imposed by 


platen size and established along the 
horizontal and/or vertical centerline 
of the platen 
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b. Drawing entitled: “Drawing No. 3—SDCE Die Casting 
Machine Bolting or T-Slot Pattern,” shows the recommended 
standard centerline pattern which shall be used for the loca- 
tion of either tapped holes or T-slots in machines having a 
clamping capacity of from 601 to 2,000 tons, inclusive. 


c. T-Slots shall be cut according to the grid patterns with- 
in the limitations of machine structure and shall be in ac- 
cordance with ASA Standard B5.1—1949. ‘T-Slots cut on this 
grid pattern need not intersect. T-Slots shall be cut for bolt 
sizes according to rated machine clamping tonnage as follows: 


Machines 50 to and including 199 tons—54” T-slot bolts 
Machines 200 to and including 600 tons—34” T-slot bolts 
Machines 601 to and including 2000 tons— 1” T-slot bolts 


d. Tapped holes in machines having a clamping capacity 
of from 50 to 600 tons, inclusive, shall be located on the grid 
pattern intersections. From this intersection, holes shall be 
spaced outward at 3” center to center increments, within the 
limitations imposed by the machine structure. 


e. Tapped holes in machines having a clamping capacity 
of from 601 to 2,000 tons, inclusive, shall be located on the 
grid pattern intersections. From this intersection, holes shall 
be spaced outward at 6” center to center increments, within 
the limitations imposed by the machine structure. 


f. Tapped holes shall be U.S. Standard coarse thread 
class 3, in accordance with Table “A.” Bolt sizes shall be in 
accordance with specified tonnage of machine. 


g. T-Slots and/or tapped holes may be provided at the 
option of the purchaser. 
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DRAWING NO. 2—SDCE Die Casting Machine Bolting or T-Slot 
Pattern 


NOTE: This standard is to specify the location of tapped holes 
or T-Slots for die casting machines having a clamping capacity 
of 50 to 600 tons inclusive 





DECEMBER, 


1958 



































MINIMUM 
DEPTH MACHINE 
= eee FULL TONNAGE 
THREAD 
54” 54””—11 ” 50 to 199 tons inclusive 
y,” %,””"—10 14” 200 to 600 tons inclusive 
2d i”— 8 114” 601 to 2000 tons inclusive 
TABLE A 


C. HYDRAULIC EJECTION CYLINDER 

When a hydraulic ejection cylinder is incorporated into a 
die casting machine, it shall be located on the intersection 
of the vertical and horizontal centerlines of the T-slot o1 
platen bolting grid pattern. 


D. ALUMINUM DIE CASTING 
MACHINES—-SHOT SLEEVE 
LOCATION 


Ihe shot sleeve location shall be determined on multiples 
of 3” center to center increments from and including the 
centerline of the vertical platen pattern 


E. HOT CHAMBER DIE CASTING 
MACHINES—NOZZLE LOCATION 


Ihe nozzle location shall be determined on multiples of 
3” center to center increments from and including the cente1 
line of the vertical platen pattern 
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DRAWING NO. 3—SDCE Die Casting Machine Bolting or T-Slot 
Pattern. 


NOTE: This standard is to specify the location of tapped holes 
or T-Slots for die casting machines having a clamping capacity 
of from 601 to 2000 tons inclusive. 












More castings every hour every day when... 


HYDRAULICS BOOST 
DIE CASTING PROGRESS 


by L. W. HAISEN 


Manager, Grand Rapids Office 
Machinery Hydraulics Division, Vickers Incorporated 
Division of Sperry Rand Corporation 


OW TO GET MORE AND BETTER CASTINGS 
per hour and per day, that is the question. Answers 
to it generated many technological advances in die 

casting; but progress is insatiable, feeding on every improve- 
ment no matter how small and hungering for more. 

Ihe die casting industry had its origin hundreds of years 
ago with hand ladling of molten metal into crude mold 
forms. Today it is a completely automatic push-button oper- 
ation made possible by hydraulics. There were problems 
with each step forward. Now, there are new goals and new 
obstacles in the way. The die casting industry continually 
meets and overcomes obstacles to progress, attaining goals 
once impossible even as wish fulfillments. 

Obstacles exist in almost every phase of die casting. Most 
of them are metallurgical, presenting problems not only to 
machine and die design, but also to the metals being cast. 
Difficulties arise at elevated temperatures that do not exist at 
lower temperatures. An example is the adverse effect molten 
aluminum has on a submerged gooseneck and shot mecha- 
nism such as that used in a zinc machine. Higher heat 
ranges represented by the melting point of new metals, not 
heretofore cast, present a new set of problems yet to be 
solved. 

Die makers constantly strive to improve surface finish, 


To System % 





LJ 


Relief = 
Valve 














“ Pump 





FIGURE 1—Vickers Model V-453 FIT Double Pump effects an 
83% reduction in the low pressure cycle time of a die casting 
machine when used in essentially the same hydraulic circuit as 
the pump it replaces. Larger valves and line sizes accompany the 
change. 








meet closer tolerances and provide greater structural strength 
in the cast part. Improvements here reduce, and in some cases, 
eliminate machining time on the casting. New combinations 
of die and casting materials are sought to extend die life 
and lower costs 


Hydraulically, the apparent answer to more production is 
to increase the speed of the casting machine. Larger pump 
capacity, accompanied by appropriate increase in power 
input and valve sizes certainly produces a faster cycle. Un- 
fortunately, there are prior considerations which must be 
entertained before these steps can be taken. The machine 
itself must be designed to accommodate the increased shock 
that occurs when heavy machine members are accelerated 
and decelerated. To take full advantage of the potential 
of any increase in speed, it is natural to postpone the start 
of deceleration. The shorter the alloted distance for decelera- 
tion, the greater the shock. If no deceleration is provided, 
the velocity the machine can tolerate at the termination of 
the cylinder stroke becomes the problem, and the answer 
can be given only by the machine designer. 

\ prominent die casting machine builder recently stand- 
ardized some of his larger model machines with hydraulic 
circuits employing a Vickers double pump V-453-FT. This 
pump has a combined volume of 87.9 gpm at zero psi. The 




















FIGURE 2—Combination of pump capacity, accumulator charge 
pressure and cycle time is such that the accumulator does not 
have time to get fully charged. Gradual decrease of pressure re- 
sults. This problem is solved by increasing the size of the high 
pressure pump, or by taking advantage of the momentary over- 
load characteristics of the electric motor. 
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hydraulic circuit is shown in Figure 1. It replaces a com- 
bination pump with 48 gpm at zero psi. The replacement 
represents an 83%, increase in speed for the low pressure 
functions. External valving is used to combine the two vol- 
umes of the pump and to provide automatic pressure un- 
loading of the large (58.8 gpm) side of the pump. This 
large unit is used in the same circuit as the pump it re- 
placed. Of course, larger valves and line sizes accompanied 
the change. 

In another application a supplemental valve arrangement 
was incorporated to cope with the limitations in valve sizes 
presently available. In this circuit the accumulator has the 
equivalent of a 3-inch line direct to the shot cylinder, thus 
contributing greatly to increasing the shot speed. 


Due to the size and shape of some parts it is possible to 
cycle a die casting machine so fast that it exceeds the recov 
ery time of the accumulator. When this happens the accumu 
lator never gets fully charged, resulting in a continually 
decreasing shot pressure until it is no longer possible to 
continue at the chosen cycle rate. A typical example is 
shown in Figure 2. 


The large volume pump is not available to charge the 
bottle when it never goes above 500 psi. To produce 400 
cycles per hour of 215 cubic inches of oil per cycle from the 
bottle, it is necessary to put this much oil into it with a 
pump of 1000 psi capacity. See Figure 2. 

100 x 215 

60 x 231 
Since the available time to charge the bottle is 5/9 of the 
overall cycle time, the pump should be 6.2 5/9 or 11.1 
gpm. This is more than the 10.3 gpm that may be expected 
from the small pump at 1000 psi. The solution to this prob 
lem appears to be a larger pump. The pump that brings the 
bottle up to charge pressure (usually 1000 psi) requires a 


= 6.2 gpm 


motor of appropriate horsepower making it a matter of 
vital concern when choosing pumps and _ pressures. 


Another method of hastening the recovery of the accumu 
lator takes advantage of the momentary overload characte 
istics of the electric motor. This is accomplished by inten- 
tionally delaying the automatic unloading of the larger side 
of the double pump, thus making both sides of the pump 
feed the bottle at a faster rate. If the large volume side of 
the pump is prevented from unloading for a brief period, it 
provides a source of oil of 43.8 gpm to charge the bottle to 
1000 psi. This overloads the motor as follows: 














STRAINER 





Pare = sOTm ENOS 
FIGURE 3—Basic components of this hydraulic reservoir assure 
trouble-free operation, simplify maintenance. Clean-out cover at 
either end gives easy access to tank for cleaning interior. Screened 
filler cap prevents entry of dirt with refill oil. 
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28.4 hp 
31.1 hp 


@ 950 psi on large volume side 
@ 1000 psi on large volume side 


Ihe overload starts at 42% @ 900 psi, assuming the charge 
takes place only when the die is open and the 2000 psi 
pump is unloaded. Thus the time of overload is 2 seconds out 
of a cycle time of 9 seconds. The overload is a little in excess 
of 22% 


unreasonable overload. 


of the time, at a maximum of 55°. This is not an 


Another method of speeding up the machine cycle uses 
the accumulator for closing and opening the die. If the 
curing time and loading time is long enough to allow a 
cumulator recovery, this method can be used to good ad 
vantage. A variation of this idea that is coming into greatet 
practice is the use of a separate accumulator for the die 
cylinder. This offers the advantage of a system that does not 
interfere with the shot pressure. In an aluminum die casting 
machine, it is absolutely necessary that a separate bottle be 
used for closing the die. If the same bottle is used for closing 
and for the shot, pressure becomes too low for a satisfactory 
shot because the aluminum machine requires a long closing 


stroke. 


Casting quality generally improves when the shot is faster 
In some cases, quality is improved with higher unit pressure 
metal being cast. There are several factors which 


It might at first be imagined that the 


on the 
influence shot speed 
only solution is to use larger lines and fittings and raise the 
accumulator pressure. It isn’t that simple. It is true that in 
a large line from the gas charge accumulator to the shot 
cylinder there may be less pressure drop for a given gpm 
while still in the range of laminar flow. It is also true that 
in a larger line there is a larger mass of oil to be accelerated, 
taking additional energy. There is a marked loss of energy 
due to line turns, fittings and other oil passage conditions 
deviating from a smooth straight line of flow. Obtaining 
optimum speed suggests coming as close as possible to an 
ideal which has the mouth of the accumulator integral with 
the shot cylinder head. Although such an assembly is physi 
cally possible the result is cumbersome This arrangement 
solves only half of the problem. Discharge oil from the shot 
cylinder rod end must be handled with the same speed, a 
point which is often overlooked. The ideal here is a tank 
mounted at the cylinder rod end with zero length of line 
and maximum area. This is a theoretical goal at which the 
designer must aim. There must be a valve isolating the 
cylinder from the accumulator and the tank. To make im 





FIGURE 4—Hydraulic system design offers easy maintenance; uses 
gasket type manifold plates and mounted manifold valves; reduces 
piping and leakage at line connections 





































provements, the theoretical ultimate must first be known in 
order to steer in that direction. 

two-fold advantage in shortening hydraulic 
lines: first, pressure drop is reduced; second, the mass of oil 
moved is reduced. There is another practical aid to increased 
speed and reduced energy loss. Since the tank line from the 
shot cylinder valve (usually a 5-way valve) is a unidirectional 
line to the tank, it is desirable to eliminate the need for 
accelerating the oil in this line when making the shot. This 
is done by venting the tank line at the valve to keep it 
empty. In many cases the amount of oil in this line is con 
amount ol saved 


There is a 


siderable and a sizable energy can be 


to be expended on the shot. 

We have mentioned several possibilities for speeding up 
those functions of the die casting cycle that are generally 
accepted as hydraulic functions; namely, closing the die, 
inserting the core, making the shot, die opening and ejec 
tion. The remaining functions of most every die casting 
cycle should be considered—preparing the shot for zinc o1 
removal and die dressing. 
function. On 


aluminum, curing time, part 
Hydraulics made the zinc shot an automatic 
the other 


pouring operation that is almost universal today. 


hand, the aluminum shot represents a manual 


One company, presenting an exception to the general 
practice, has perfected a patented process of feeding alumi- 
num automatically into the cold chamber preparatory to 
making the shot. Various shapes and sizes of aluminum Cast- 
ings have been produced in this way since 1952 and at a 
production rate equivalent to the automatic zinc shot process. 
Castings are free of aluminum oxide and hard spots, thus 
improving the casting’s machinability. Longer die life also 
results from the automatic process. Although the process is 
not available to the general industry, it stands proof that 
practical progress can be made in problem areas of die cast 
ing often neglected because of their difficulties. 

shortening 
Much has 


already been done to automate the part removal and die 


Curing time is a problem area. Means for 


curing time will be welcomed in the industry. 
dressing function of the die casting cycle. For the most part 
they are mechanical actions adapted to suit individual part 
configurations and die recesses. Techniques used in modern 
automatic transfer machinery have been applied. As an ex 
ample, the conveyor has been used to good advantage. 
Ejected parts drop to a continuous belt conveyor installed 
below the die. Another method employs mechanical fingers 
timed to the die operation for reaching into the die to re 
move completed parts. A suitable surface is provided on the 
completed part for grasping by the fingers. Hydraulic actua 
tion and control aid these operations and speed is limited 
only by the dependability of the mechanical function. Auto 
matic die blow-out jets, die coating spray jets and core oilers 


are already in wide use throughout the industry. 





To get more and better castings per hour and per day 
suggests a direct approach such as a faster casting cycle. The 
possibilities relative to hydraulics have been already in- 
vestigated. Let's look briefly at how hydraulics can increase 
production from an indirect approach that optimizes ma- 
chine operation and minimizes downtime and maintenance. 

In the past few years the die casting industry has shown 
much interest in fire resistant hydraulic fluids.* To meet 
this interest most of the oil companies have developed many 
kinds of fire resistant fluid media. Fire resistant hydraulic 
fluids can be used with much success if the proper precau 
tionary measures are taken, and many hydraulic component 
manufacturers have made their products compatible with 
these fluids. The customer needs only to specify the water 
base or synthetic fluid and the proper seals and packings 
can be provided with the components. In designing a new 
hydraulic circuit or adapting an old one to fire resistant 
fluid several recommendations should be followed. Suction 
strainers should be twice normal capacity. Paints should be 
removed from the interior of the tank when a synthetic fluid 
is to be used. When large size pumps are used, the tank 
should be elevated above the pump inlet. This may repre 
sent quite a drastic change in design but, if continued use 


of these new media with no foreseeable improvement in 


their properties is to be the 
solution to at least part of the problem. 


practice, it seems a sensible 


Minimizing repairs and maintenance results in greater 
overall operating efficiency and more production. Mainte 
nance, like habits, must be started correctly and practiced 
continually in order to derive the maximum benefits. To 
simplify and encourage better maintenance, emphasis should 
be placed on ease of maintenance in product design. Figures 
3 and 4 show several items that incorporate maintenance 
Industrial maintenance is now a multi-billion 


There are many 


convenience 
dollar expenditure, and rising steadily. 
cases proving preventive maintenance reduces maintenance 
costs substantially. Like increased production, preventive 
maintenance gives the profit column an attractive new look. 

It is apparent that there are many approaches to the con 
tinued improvement of the die casting process. To realize 
these, we must first determine our goals, then accept the 
responsibility to develop approaches toward them. On the 
other hand, we should not deprive ourselves of the improve 
ments that are already available, because it is experience 
with the newest approach that guides our future industrial 


progress. 


* EDITORS NOTE: Fire resistant hydraulic fluids are discussed 
in a series of articles appearing in previous issues of the DIE 
CASTING ENGINEER. Fire Resistant Hydraulic Fluids by John 
Mathe, DCE, December, 1957 and Water Glycol Hydraulic Fluid 
by E. F. Houghton and Co., DCE, September, 1958 
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CLIFFORD-ROCKWELL COMPANY 
METAL FINISHING MATERIALS 


19364 James Couzens Hwy. 
Detroit 35, Michigan 
Diamond 1-8873 


COMPOSITION MATERIALS CO., INC. 


Crushed walnut shells, corn cobs, high grade 
sawdust and leather fibres for blasting, tumbling, 
metal finishing. 


MIDWEST BUFF MFG. CO. 


Cotton and Sisal buffs in bias, full disc, finger and 
specials. Polishing and contact wheels. 


HERMES ABRASIVES DIVISION 
United Mineral & Chemical Corp. 


A complete line of belts, sheets, rolls and discs 
on cloth, paper and fiber backings. 




















DIE CASTING MACHINES 
FOR SALE 


4—Gen. Motors, 150 tons Zinc, 18%” x 182” centers. Rebuilt, 
new Goosenecks & plungers. $3,500.00 to $4,500.00. 


2—Cleveland #400. Alum. 1950 and Zinc 1952. Good shape. 


Each $11,000.00. 

3—Cleveland G&N Alum. 1946, rebuilt and much modernized. 
Each $7,000.00. 

2—Lester Hp3, 600 tons. Aluminum and one Zinc. Just com- 
pletely rebuilt. Each $13,500.00. 

1—Cleveland +50, 50 tons Zinc. Little used. 1952. $4,500.00. 

3—Castmaster 500 tons Alum. 1949 rebuilt. Each $12,500.00. 

1—Kux HP35 Alum V 500 tons. Little used. 3 new shot sleeves. 
$14,000.00. 

1—Kux BH30 Zinc. 400 tons. $7,500.00. 

1—Kux BHI8 Zinc. 300 tons. Rebuilt last year. $6,500.00. 

1—Kux BH12 Zinc. 80 tons. 1952. $4,500.00. 

1—Eckstrom-Carlson, Rockford, Ill. 800 tons, Zinc and Alum. 
attachments. Rebuilt last year, and a _ fine machine. 
$24,000.00. 

1—Reed Prentice #2, 400 tons Alum. 1950. $11,000.00. 

2—Lake Erie 600 tons, 1953. One Alum. and one Zinc. Like new. 
A real bargain at $16,500.00 each. 


2—ABC Zinc Casters in good shape. Each $1,500.00. 
and many others. 


Induction & Gas Furnaces from 400-2,000 Ibs. cap. 


1—Nitrogen pressure flask, drawn from one piece of Steel. 
2,000 psi. 24” dia. x 13 ft. long with valve. Tested by Lloyd. 


MAGNESIUM INDUSTRIES INC. 


1313 Kalamazoo St. 
South Haven, Michigan. Tel. 1163 
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NATIONAL 

President: Dean L. Rockwell,* 
Clifford Rockwell Co. 

Vice President: William Van Raap 
horst,* 

American Mold Eng’g. Co. 
Directors: 3 years: John L. Weston,* 
Grand Rapids Die Cast Co. 

Ollie ]. Clayton* 
2 years: Herman J. Windolph, 
Holland Die Casting Co. 
John Lapin, 
Central Foundry 
| year: Harris R. 
Rex-Buckeye, Inc. 
Ex-Officio: Harry Cagin, 
Halex Die Casting Co 
* newly elected officers 


Div., GMC 
Shimel 


Dean L. Rockwell is a charter mem 
ber of the Detroit-Saginaw Valley Chap 
ter of the SDCE, held 


successively the offices of Publicity Direc 


and he _ has 


tor, Trustee, Vice-President, and is now 
the fourth President of the Society. 
Mr. Rockwell has been a supplier to 


the die casting and metal finishing in 
dustries for 10 
president of his firm, the Clifford-Rock 
well Co. 
Born on 


years, and he is now 


a farm in Cass County, Mich 





1 DETROIT and 
2 SAGINAW VALLEY 


Chairman: Louis Pedicini, 


Congress Die Cast Division, Tann 
Corp. 
Vice Chairman: Raymond T. Smith, 


Saginaw Bay Industries, Inc. 
secretary 


Samson Design Service 


Treasurer: Sam Donabedian, 


Librarian: Clarence Sulek, 
Rebmann Products Corp. 
Trustees: | year: Richard P. Sullivan, Jr., 
Detroit Mold Engineering Co. 
2 years: Duncan Hannah, 
Die Cast Die Designs 
3 years: Lee Axford, 
Ford Motor Co. 
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hapler News 





DEAN L. ROCKWELL 


igan, 46 years ago, Dean has since grad 
uated from Eastern Michigan College, 
done graduate work at the University 
of Michigan, taught and coached ath 
letics and the He also 
spent 16 years as a part time professional 
in the U.S., Canada and Eng 


served in navy. 
wrestler 
land. 
Dean brings 
sive background in the organization and 
affairs. This, 
familiarity with all 
phases of SDCE affairs will assure the 


NEW EXECUTIVE SECRETARY 


Our secretary, Earl R. 
Mason, has a broad experience in the 
Die 
he has been management consultant to 
~. e 


Castings Company, second largest die 


to the society an exten 


administration of society 


combined with his 


new executive 


Casting Industry. For eleven years 


During, president of Precision 


casting company in the country. From 
1941 to 1947 he was district manager of 
the War Production Board and Civilian 
Product Administration, serving a large 
part of New York State with 1700 indus- 
trial plants. During this period he also 
served on the advisory board of the War 
Manpower Commission. 

He been an industrial 


has manage 


4 TOLEDO 


Chairman: James Sutton, 
Dura Div., Detroit Harvestet 
Vice Chairman: Norman Leach, 
Norman Leach 


Co. 


Associates 


Secretary-Treasurer: Robert Gilchrist, 
Schultz Die Casting Co. 
Librarian-Historian: Roy Sunday, 


Schultz Die Casting Co. 


Trustees: | year: George Hodgson, 
Doehler-Jarvis Div., National Lead 
Co 
2 years: Ted Hansen, 


E. F. Houghton & Co. 
3 years: Rolland Fulton, Jr., 
Chevrolet-Toledo Div., GMC 





continued rapid growth and progress 
of the Society. 

William Van Raaphorst is a graduate 
of the Westinghouse Engineering 
School, and he served in the U.S. Army 
Corps of Engineers during WW II. His 
selling of machines and die casting 
equipment led him to his present post 
as Vice President and General Manager 
of American Mold Engineering Com 
pany. 


John L. Weston began his career as a 
casting machine operator, served his 
time in the tool and room and 
worked up by his ability and ambition 
management. He is now Vice 
President and Manager of the Grand 
Rapids Die Casting Company, a sub- 
sidiary of National Malleable and Steel 
Casting Corp. 


die 


to top 


Ollie J. Clayton learned pattern mak 
ing in high school, and he took mechan 
ical engineering at Virginia Polytech- 
nic Institute. His history includes 
work in sand casting and positions as 
Product Development Engineer, As 
sistant Chief Engineer of an aluminum 
and magnesium die casting plant and 
recently as General Manager of a die 
cast tool shop. 


ment consultant with offices in Syracuse, 
New York and Washington, D.C., and 
an active member in a number of socie 
ties and associations in industrial and 
commercial fields. 

With the cooperation of the officers 
and directors of the Society of Die Cast- 


ing Engineers, Mason has started a pro- 


gram of added activities which will 
greatly increase the services offered to 


members of the Society. The objective is 
to rapidly increase the number of mem 
bers and the size and circulation of our 
publication, THE DIE CASTING EN. 
GINEER. 


25 INDIANA 


Chairman: Andy Perejda, 
Chrysler Casting Plant 


Vice Chairman: John McGuire, 
Delco Remy, GMC 


Treasurer: B. K. Dent, 
Hardy Mfg. Co. 


Secretary: Gene Albright, 
Delaware Machine & Tool Co. 
Irustees: | year: John Fischer, 
2 years: James Poat 


3 years: D. Sutherland 
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New Jersey Zinc sets up 
new sales district 

The New Jersey Zinc Company has 
extended its sales representation by es- 


tablishing a new sales district for the 
West Coast area with headquarters in 
Los Angeles. John S. Collbran, Jr., for 
merly Western District Sales Manager at 
Chicago, will serve as Pacific District 
Manager. 

James P. Sheridan, formerly manager 
of Pigment Sales, Western District, has 
been appointed Western District Man 
ager. 


Greenlee Brothers acquires 
Buss Machine Works 


Ihe purchase of the Buss Machine 


Works and its subsidiary, B & T Ma- 
chinery Company, both in Holland, 
Michigan, was announced by A. H. Eg- 


gers, president of Greenlee Brothers and 
Company, Rockford, Illinois. 

Greenlee Brothers and Company has 
long been recognized as a major ma- 
chine builder serving the metal- 
working industries. Their acquisition of 
B & T Machinery Company adds a new 
machines to the 


tool 


line of die casting 
Greenlee line of standard and special 


machine tools. 


Bohn Aluminum & Brass 
Corp. advances: 

Ihe Directors of Bohn 
and Brass Corporation announced some 
important advancements of officers of 
the company. Simon D. Den Uyl, for- 
merly President, was elected Chairman 
of the Board. Terry W. Kuhn, formerly 
Executive Vice President, was elected 
President. Richard C. Aylward, General 
Sales Manager, was elected Vice Presi 
dent—Sales. H. Blake Thomas, General 
Manager of the Betz Division, 
elected Vice President. At the same time 
the directors announced the election of 
‘ new Director of the company; he is 
Guy H. Pitts, Vice President—Manufac- 
turing. 


Aluminum 


was 
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NEWS of the INDUSTRY 


Remote Fill Serves 
Out-of-reach Lubricators 

A new “remote fill” device that allows 
easy servicing of air line lubricators lo- 
cated in hard to reach places has been 
announced by Hannifin Co., Des Plaines, 
Parker-Hannifin 


Illinois, a division of 


Corp. 
rhe heart of this new device is a spe- 
cially designed button head coupler 


which quickly engages 
and a rigid extension of the oil delivery 
line from a portable hand pump. 


the lubricator 





Duncan Hannah appointed 
Standards Committee Chairman 
Duncan Hannah, Die Cast 
has been appointed chairman of the 
Standards Committee, replacing John 
Lapin. Mr. Lapin has resigned to be 
come Assistant Chief Engineer at Gen- 


eral Motors Central Foundry, Saginaw,, 
4 


Designs, 


Michigan. 

Mr. Hannah has spent a number of 
years in die casting design and is very 
well qualified to hold this post. 





Rejects knocking your 
profits for a loop ? 


The alloys you're using may be at 


fault — 
® Do they actually meet 
specifications? 
@ Do your casters have to 
“make allowances’? 


@ Is the Inspection Department 


working “overtime”? 
Then it’s time to be sure! 


casting results your 
a considerable number 


For good 
must fulfill 


specific requirements. For instance, good 
fluidity to reproduce fine detail, fill out 
thin sections; stable properties to yield 
good surface texture, provide adequate 


YOUR CASTINGS CAN BE NO BETTER THAN THE ALLOYS YOU USE. 


HENNING BROS. 


Dependable 
service since 1922 


alloys 


91-145 Scott Ave., at Randolph St., Brooklyn, N. Y. 
SMELTERS AND REFINERS OF ALUMINUM, BRONZE, BRASS, ZINC, 


mechanical strength; plus all the par- 
ticular qualities to meet your casting 
needs. 

See how HB&S start-to-finish quality 
controls save you time and money . . . 
help to eliminate rejects . . . guarantee 
you alloys always 100% “on spec.” 


Write TODAY for Henning’s ALIL- 
NEW “Reference Book and Guide 
on Zamak (Zinc Base) Die Casting 
Alloys.” tt gives valu- 
able production and de- 
sign data for die casters 
and engineers . . . and 
it’s yours for the asking. 
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TOOL 
AND MOLD 
CORPORATION 


DESIGNERS & 
FABRICATORS 


of 


QUALITY 
MOLDS 
for the 


DIE CASTING | 
INDUSTRY — 


Complete designing 
and engineering. 
Modern plant & 

equipment 
includes BG-21 4 x 6’ & 


BL-3620 Keller Duplicators. 


5005 West Armitage Ave. 
Chicago 39, Ill. 


BErkshire 7-0800 





|DIE CASTING SERVICE 
'AND PERSONNEL 
OPPORTUNITIES 

| This section is open to 


associated with the arts and 
of Die Casting. The editorial 


everyone 


staff 


its allied arts. 
As a service to the Die Casting In- 
dustry, we offer space at a minimum 


of $10.00 for the first column inch 


sciences | 


reserves the right to reject any adver- | 
tising not related to Die Casting and | 


and $10.00 for each additional column | 


inch or any part thereof, payable in 
advance. 

To answer box number advertise- 
ments, address responses to the box at 
Die Casting Engineer, 19370 James 
Couzens Highway, Detroit 35, Mich. 

Closing Date: 15th of Month pre- 
ceding publication. 


LONG ESTABLISHED DETROIT 
|SALES AGENCY seeking representa- 
|tion for zinc and aluminum die casting 
|company. Preferred location western 
| Michigan. Write Box 108. 


ESTABLISHED INDIANA  multi- 
shift die cast plant requires a man with 
a proven record of supervisory experi- 
}ence to assume full responsibility of 
casting division. Will report directly to 
Mfg. V.P. Applicant must have a thor- 
ough knowledge and extensive experi- 
ence in zinc die casting and trim oper- 
ations. Send resume and salary require- 
ment to Box 109. 


AVAILABLE DIE CASTING ENGI- 
NEER with management and sales ex- 
| perience. Very flexible, good reputation 
|and desirable following. Desires man- 
| agement position with progressive firm. 
Write Box 110. 





ADVERTISERS INDEX 


Ajax Engineering Corp ) 
\tols Tool and Mold Corp 14 
Inc. . 15 


Co. . 1] 


Cast-Master, 
Clifford-Rockwell 
Dalkrom Tool and Die Corp 11 


Detroit Mold Engineering Co 2 


Dodge Steel Co. ; 1 
Experimental Tool & Die Co., Inc 5 
Henning Brothers & Smith, Inc 13 


Magnesium Industries Inc. 1] 
Rapid Die & Engineering, Inc. 16 
Rebmann Products Corp. 10 
Special Machine & Engineering, Inc. 16 
Supreme Impression & Mold 

Co., Inc. phan . 16 
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SDCE 
SUPPORTING COMPANY 
MEMBERS 


SUSTAINING MEMBERS 


American Mold Engineering Co. 
Atols Tool & Mold Corp. 
Braeburn Alloy Steel Corp. 
Cast-Master, Incorporated 
Chrysler Casting Plant, 
Chrysler Corporation 
Clinton Machinery Company 
Clinton Machine Co. 
Congress Die Casting Division, 
The Tann Corporation 
Crucible Steel Company of America 
Cuyahoga Industries 
Dodge Steel Company 
Double A Products Company 
Process Development Section, 
General Motors Corporation 
Latrobe Steel Company 
Lester Engineering Co. 
A. Milne and Company, Inc. 
Permanent Mold Die Co., Inc. 
Reed-Prentice Division, 
Package Machinery Company 
Universal Die Casting Division, 
Hoover Ball & Bearing Co. 


COMPANY MEMBERS 


All State Industries, Inc. 
Aluminum Die Cast Foundries, Inc. 
Atlantic Chemicals & Metals Co. 
B & T Machinery Company 
Briggs & Stratton Corp. 
Central Die Casting & Mfg. Co., Inc. 
H. Cohn & Sons 
Conneaut Die Casting Company 
Damen Tool and Engineering Co. 
Detroit Mold Engineering Co. 
Disdie Steel, Incorporated 
J. R. Elkins, Inc. 
Johnson Motors, Outboard Marine Div. 
Girard Mfg. Company 
Grand Rapids Die Casting Co. 
Gries Reproducer Corp. 
Guild Platers Co., Inc. 
Henning Bros. & Smith, Inc. 
Holland Die Casting Co., Inc. 
E. F. Houghton & Co. 
Irrigation Equipment Company, Inc. 
Lake Erie Engineering Co. 
R. Lavin & Sons, Inc. 
Lindberg Engineering Co. 
Lindberg Steel Treating Co. 
Martin Grinding & Machine Works, Inc. 
North End Tool & Die Co. 
Nu-Engineering, Inc. 
Ostrom Tool Company 
Prospect Die and Mold, Inc. 
Quad-City Die Casting Company 
Roth Smelting Company 
Universal Cyclops Steel Corp. 
Hawthorne Works, 

Western Electric Co. 
Wabash Smelting Inc. 
Charles Zapf & Co. 
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Great news for producers of small castings! Now you 
can get quick, direct-from-stock delivery on two new 
Cast-Master Die Casting Machines: Model 7Z for Zinc, 
Tin, Lead — Model 7A for Aluminum, Magnesium, 
Brass. Both feature the same outstanding design and 
rugged construction of the larger models now 
operating in America's leading plants. That means 
solid steel platens, extra heavy linkage with 
multiple shear points, and many other details 

that make possible safer, high-speed production of 
mirror-smooth, hardware-finish castings. 


Send For Brochure Giving Full Details And Specifications 


Eastern Rep. Milton Harmon, 223 Pine Tree Drive, Orange, Connecticut For Zinc, Tin and Leed 
Midwest Rep. C. W. Stone Co., Minneapolis, Minnesota 

Western Rep. Sydney J. Wills, 2120 Strand, Hermosa Beach, California 

Central-West Rep. Earl L. Johnson, 1696 Webster Lane, Des Plains, Illinois 


23901 AURORA ROAD 


Cast-Master Yee, 23901 AURORA R 
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OFFICIAL PUBLICATION OF 
THE SOCIETY OF DIE CASTING ENGINEERS, INC. 


19370 JAMES COUZENS HIGHWAY 
DETROIT 35, MICHIGAN 


POSTMASTER: FORM 3547 REQUESTED 





KEnNwooo 2-7800 


C/PECIAL MAc HONE. AND @ 
Onginsoring Tne 
DESIGNER Y ano BUILDERS 20000 W. 8 MILE ROAD 
MAIL ADDRESS BOX 146 
DETROIT 19, MICH. 
DIE CAST DIES STAMPING DIES 


SPECIAL MACHINERY 
JIGS FIXTURES 

















23080 GROESBECK HIGHWAY . EAST DETROIT, MICH. 


PHONE PRescott 8-2200 


Designers and Builders of Die Cast Dies Exclusively 
JOB WORK FOR HYDROTELS 








PLASTIC AND DIE CAST DIES 
TRIM DIES” e DESIGNING”) e KELLERING 





Telephone CH 1-5406 


2031 CALVIN AVE., S.E. 
] » GRAND RAPIDS, MICHIGAN 














